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D, d   -  Diameter 
γ  -  Rake Angle 
CS   -  Cutting Speed 
DOC  -  Depth of Cut 
f   -  Feed Rate 
l   -  Tool Overhang Length 
Ra   -  Mean Roughness 
Ry   -  Maximum Peak 
Rz   -  Ten-point Mean Roughness 
Sm   -  Mean Spacing 
tm   -  Machining times 
ANOVA -  Analysis of Variance 
RPM  -  Revolution per Minutes 
DOE  -  Design of Experiment 
RSM  -  Response Surface Methodology 
α   -  Significance Level 
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